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Chris Provencal 


From: 
David Shepherd 
[dshepherd@dartaero.com] 


Sent: 
May 30, 2008 9:52 AM 


To: 
'Chris Provencal' 


Cc: 
'Mike Petsche' 


Subject: 
RE: NCR 03196-1/-3/-4 


Chris, 


I agree with you. 
The parts are acceptable. 
I wonder how they had the flexibility to screw around with the CNC program? 
Guess we better make it crystal clear on the drawing. 


David 


From: Chris Provencal [mailto:cprovencal@dartaero.com] 
Sent: Thursday, 
May 29, 2008 8:58 AM 
To: 'David Shepherd' 
Cc: 'Mike Petsche' 
Subject: NCR D3196-1/-3/-4 


David, 


RE: 03196-1/-3/-4, 


Checking 
into an NCR for some -3's they are currently making, I found out there has been confusion 
as to the 
direction of the 0.660 dim in the l2J0.660x100° c'sink. 
They were modifying the program to make the dim the other 


way, which made the c'sink too small. 


I checked stock. 
We have some 03196-1 
in stock, the c'sink on one is 0.664" (good), the rest are about 
0.610" (min). 
The MS spec gives the range of screw head widths as 0.617 - 0.635, which is the 'sharp' 
dimension, 
ie the dim to keep the top of the head below the part surface (The edge of the head is chamfered, 
and 
the actual max diameter of the screw is about 0.590"). 
The two listed dims are from the same batch, so I think its 
more than just confusion over the dwg dim. 
I made an NCR to ensure the programs are correct, and to add a ref 
dim to showthe 
direction of the 0.660" (or otherwise clarify it). 
Chances 
are, we've shipped a bunch like this. 


I attached a bar to the ale using MS24694-S 154 screws, throughc the f[reshield's 
metal grommet, 
and it bolted up 
OK. 
", 


/ 
I think the deviation is acceptable. 
Attached pies (one showing good, one bad) show that even though it may stick 


up slightly above the surface, the actual corners of the screw don't go past the edges of the c'sink. 
The belt 
shouldn't 
fray over this bolt as the bolt holes are located on the solid legs of the bar, and the belts don't go straight 
down, they'd be coming out to go over the occupant's 
shoulders. 
I would have them get the wlo's for these bars 


and sign of deviations 
using the 0.610" dim as the minimum allowable. 


What do you think? 


-Chris 


2008-07-07 


